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Disclosure to Promote the Right To Information 

Whereas the Parliament of India has set out to provide a practical regime of right to 
information for citizens to secure access to information under the control of public authorities, 
in order to promote transparency and accountability in the working of every public authority, 
and whereas the attached publication of the Bureau of Indian Standards is of particular interest 
to the public, particularly disadvantaged communities and those engaged in the pursuit of 
education and knowledge, the attached public safety standard is made available to promote the 
timely dissemination of this information in an accurate manner to the public. 
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"The Right to Information, The Right to Live" 
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FOREWORD 

This Indian Standard was adopted by the Bureau of Indian Standards, after the draft finalized by the Milling 
Cutters, Saws, Gear Cutting Tools and Broaches Sectional Committee had been approved by the Production and 
General Engineering Division Council. 

This standard is formulated based on the prevalent practice followed by Indian industry. 

For the purpose of deciding whether a particular requirement of this standard is complied with, the final value, 
observed or calculated, expressing the result of a test or analysis, shall be rounded off in accordance with IS 2 : 1960 
'Rules for rounding off numerical values {revised)' . The number of significant places retained in the rounded off 
value should be the same as that of the specified value in this standard. 



sn^WIS 15777 : 2008 

Indian Standard 

SELECTION OF HACKSAW TOOTH FOR METAL 
CUTTING — RECOMMENDATIONS 



1 t^RT $N 

1*? ^RPT^ ^f ^ ^TIZ 3?Rt "^ ^fcff ^ ^RH, ^R *R7T ^TfcT 

2 «TT^ ^FT3 3TRt ^ <+><rl<=b ^" "CT^ *f^T, 7 rfcT 



1 SCOPE 

This standard covers the recommendations for selection 
of tooth, feed rate and other parameters for hacksaw 
cutting for different materials. 

2 RECOMMENDED FEED, SPEED AND PITCH 
OF HACKSAW BLADE 
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NOTE — Power hacksaw techniques: 

a) If teeth ripping occur, reduce pressure by 10 percent. 

b) If pitch is lowered than specified, the cutting efficiency will reduce. 

c) Correct blade installation is also important. Pins should be as per pin hole dimensions to help distribute the pressure evenly and 
prevent pin hole breakage. 

d) When tightening the 'blade holder', make sure the tensioning screw is well lubricated, then adjust the screw slowly at first to 
allow pins to 'seat'. 

e) Proper blade tension is essential and is achieved with the pins well seated in their holes prior to final tensioning. 

f) Sawing (cutting) fluid should always be used, except when cutting cast iron and bronze. A good sawing fluid keeps the cutting 
edge cool and aids in clearing away chips. 

g) Never stop a hacksaw machine while the blade is in the cut. If the blade has to be backed out of the cut, do so with the machine 
still running. 



In case of dispute in interpretation, English version of this standard shall be authentic. 
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